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1 . The text of those sections of Title 35, U.S. Code not included in this action can 
be found in a prior Office action. 

2. Applicant is respectfully requested to provide a location within the disclosure to 
support any further amendments to the claims due to when filing an amendment an 
applicant should show support in the original disclosure for new or amended claims. 
See MPEP § 714.02 and § 2163.06 ("Applicant should specifically point out the support 
for any amendments made to the disclosure."). 



Continued Examination Under 37 CFR 1.114 

3. A request for continued examination under 37 CFR 1.114, including the fee set 
forth in 37 CFR 1.17(e), was filed in this application after final rejection. Since this 
application is eligible for continued examination under 37 CFR 1.114, and the fee set 
forth in 37 CFR 1 .17(e) has been timely paid, the finality of the previous Office action 
has been withdrawn pursuant to 37 CFR 1.114. Applicant's submission filed on 26 June 
2009 has been entered. 



Response to Amendment/Arguments 

4. Applicant's arguments with respect to claims 3-21 have been considered but are 
moot in view of the new ground(s) of rejection. 
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Claim Rejections - 35 USC § 102 

5. The following is a quotation of the appropriate paragraphs of 35 U.S.C. 1 02 that 
form the basis for the rejections under this section made in this Office action: 

A person shall be entitled to a patent unless - 

(b) the invention was patented or described in a printed publication in this or a foreign country or in public 
use or on sale in this country, more than one year prior to the date of application for patent in the United 
States. 

6. Claims 1 0, 1 1 and 1 8-21 are rejected under 35 U.S.C. 1 02(b) as being 
anticipated by Hokaku et al. (Japanese Publication No. JP 55014150 A). 

Hokaku et al. discloses a method for controlling a welding process using a 
melting welding wire (consumptive electrode 209) comprising the steps of: (a) igniting 
an electric arc (spark generated); (b) subsequently conducting welding, the welding 
being adjusted on the basis of several different welding parameters (current sensed and 
electrode length) and controlled by at least one of a control device (control box 400) and 
a welding current source (200); and (c) carrying out at least one mechanical adjustment 
process during the welding to determine the position of the welding wire (electrode 
supply means 201 being controlled to send out or stop consumptive electrode 209; 
English translation Abstract) using the welding wire (consumptive electrode 209) as a 
sensor (column 16, lines 1 1-53); wherein, during the at least one mechanical 
adjustment process (electrode supply means 201 being controlled to send out or stop 
consumptive electrode 209; English translation Abstract), the welding torch is 
maintained in position (reference position) and the welding parameters are controlled in 
a manner that no or only little welding wire material melting is effected (English 
translation Abstract). 
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With respect to the limitations of "the welding parameters are controlled in a 
manner that no or only little welding wire material melting is effected", Hokaku et al. 
disclose the mechanical adjusting process (sending out or stopping the electrode 209 
toward the workpiece) satisfying the welding voltage and welding current during the 
process which would reduce the amount of welding wire material that is melting. 
Therefore, Hokaku et al. fully meets "during the at least one mechanical adjustment 
process, the welding parameters are controlled in a manner that no or only little welding 
wire material melting is effected" given its broadest reasonable interpretation. 

With respect to the limitations of claims 1 0 and 1 1 , Hokaku et al. disclose the 
process as being an automated welding mode process which would include a trigger 
signal and settings selected by a user as well as default values. 

With respect to the limitations of claims 18-20, Hokaku et al. disclose the process 
as being an automated welding mode process which would include motion at the 
beginning, middle and end of the automated welding mode process as disclosed as well 
as the robot (fixture 108) being controlled by the control box (400). 

Claim Rejections - 35 USC § 103 

7. The following is a quotation of 35 U.S.C. 1 03(a) which forms the basis for all 
obviousness rejections set forth in this Office action: 

(a) A patent may not be obtained though the invention is not identically disclosed or described as set 
forth in section 102 of this title, if the differences between the subject matter sought to be patented and 
the prior art are such that the subject matter as a whole would have been obvious at the time the 
invention was made to a person having ordinary skill in the art to which said subject matter pertains. 
Patentability shall not be negatived by the manner in which the invention was made. 
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8. The factual inquiries set forth in Graham v. John Deere Co., 383 U.S. 1 , 148 
USPQ 459 (1966), that are applied for establishing a background for determining 
obviousness under 35 U.S.C. 103(a) are summarized as follows: 

1 . Determining the scope and contents of the prior art. 

2. Ascertaining the differences between the prior art and the claims at issue. 

3. Resolving the level of ordinary skill in the pertinent art. 

4. Considering objective evidence present in the application indicating 
obviousness or nonobviousness. 

9. Claims 3-21 are rejected under 35 U.S.C. 103(a) as being unpatentable over 
Nishikawa et al. (JP 1 1 05801 2 A) in view of Hokaku et al. (Japanese Publication No. 
JP 55014150 A). 

Nishikawa et al. disclose a method of welding wherein several welding 
parameters, namely current and voltage associated with a wire-to-workpiece contact 
during the welding process, are used to calculate wire stick-out, thus using the wire as a 
sensor (English abstract and the discussion at paragraph 20 of the machine generated 
English translation; see Figures 5 and 6). This sensed wire stick-out is used to adjust 
torch height during the welding procedure. 

Nishikawa et al. disclose all of the limitations of the claimed invention, as 
previously set forth, except for in specifying that the mechanical adjustment "determines 
the position of the welding wire" and the welding torch being maintained in position and 
the welding parameters being controlled in a manner that no or only little welding wire 
material melting is effected with the process being carried out during the welding 
process as the wire is being used as the sensor. 
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However, a mechanical adjustment determining the position of the welding wire 
and the welding torch being maintained in position and the welding parameters being 
controlled in a manner that no or only little welding wire material melting is effected with 
the process being carried out during the welding process as the wire is being used as 
the sensor is known in the art. Hokaku et al., for example, teach a mechanical 
adjustment process (electrode supply means 201 being controlled to send out or stop 
consumptive electrode 209; English translation Abstract) determining the position of the 
welding wire (length of electrode 209 via current sensor 207 in conjunction with control 
box 400) using the welding wire (consumptive electrode 209) as a sensor (column 16, 
lines 1 1-53) and the mechanical adjustment process (electrode supply means 201 being 
controlled to send out or stop consumptive electrode 209; English translation Abstract) 
with the welding torch (109) being maintained in position (reference position) and the 
welding parameters are controlled in a manner that no or only little welding wire material 
melting is effected (English translation Abstract). Hokaku et al. further teach the 
advantage of such a configuration provides a means to adjust the length of the 
protruding length consumable electrode and keep the electrode length constant, thereby 
increasing a desired welding finishing and quality. It would have been obvious to one of 
ordinary skill in the art at the time of the invention was made to modify Nishikawa et al. 
with the sensing and moving of the wire position during welding processing with the 
welding torch position being maintained of Hokaku et al. in order to provide a means to 
adjust the length of the protruding length consumable electrode and keep the electrode 
length constant, thereby increasing a desired welding finishing and quality. 
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10. Claims 3-21 are rejected under 35 U.S.C. 103(a) as being unpatentable over 
Mita et al. (EP 77431 7 A1 - Applicant Admitted Prior Art or APAA) in view of Hokaku et 
al. (Japanese Publication No. JP 55014150 A). 

Mita et al. (APAA) disclose a method for controlling a welding process using a 
melting welding wire as set forth in the page 1 of the disclosure of the instant 
application. 

Mita et al. (APAA) disclose all of the limitations of the claimed invention, as 
previously set forth, except for in specifying that the mechanical adjustment "determines 
the position of the welding wire" and the welding torch being maintained in position and 
the welding parameters being controlled in a manner that no or only little welding wire 
material melting is effected with the process being carried out during the welding 
process as the wire is being used as the sensor. 

However, a mechanical adjustment determining the position of the welding wire 
and the welding torch being maintained in position and the welding parameters being 
controlled in a manner that no or only little welding wire material melting is effected with 
the process being carried out during the welding process as the wire is being used as 
the sensor is known in the art. Hokaku et al., for example, teach a mechanical 
adjustment process (electrode supply means 201 being controlled to send out or stop 
consumptive electrode 209; English translation Abstract) determining the position of the 
welding wire (length of electrode 209 via current sensor 207 in conjunction with control 
box 400) using the welding wire (consumptive electrode 209) as a sensor (column 16, 
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lines 1 1-53) and the mechanical adjustment process (electrode supply means 201 being 
controlled to send out or stop consumptive electrode 209; English translation Abstract) 
with the welding torch (109) being maintained in position (reference position) and the 
welding parameters are controlled in a manner that no or only little welding wire material 
melting is effected (English translation Abstract). Hokaku et al. further teach the 
advantage of such a configuration provides a means to adjust the length of the 
protruding length consumable electrode and keep the electrode length constant, thereby 
increasing a desired welding finishing and quality. It would have been obvious to one of 
ordinary skill in the art at the time of the invention was made to modify Mita et al. 
(APAA) with the sensing and moving of the wire position during welding processing with 
the welding torch position being maintained of Hokaku et al. in order to provide a means 
to adjust the length of the protruding length consumable electrode and keep the 
electrode length constant, thereby increasing a desired welding finishing and quality. 

1 1 . Claims 3-21 are rejected under 35 U.S.C. 103(a) as being unpatentable over 
Nishikawa et al. (JP 1 1058012 A) in view of Hsu et al. (U.S. Patent No. 2005/0006363). 

Nishikawa et al. disclose a method of welding wherein several welding 
parameters, namely current and voltage associated with a wire-to-workpiece contact 
during the welding process, are used to calculate wire stick-out, thus using the wire as a 
sensor (English abstract and the discussion at paragraph 20 of the machine generated 
English translation; see Figures 5 and 6). This sensed wire stick-out is used to adjust 
torch height during the welding procedure. 



Application/Control Number: 10/573,107 Page 9 

Art Unit: 3742 

Nishikawa et al. disclose all of the limitations of the claimed invention, as 
previously set forth, except for in specifying that the mechanical adjustment "determines 
the position of the welding wire" and the welding torch being maintained in position and 
the welding parameters being controlled in a manner that no or only little welding wire 
material melting is effected with the process being carried out during the welding 
process as the wire is being used as the sensor. 

However, a mechanical adjustment determining the position of the welding wire 
and the welding torch being maintained in position and the welding parameters being 
controlled in a manner that no or only little welding wire material melting is effected with 
the process being carried out during the welding process as the wire is being used as 
the sensor is known in the art. Hsu et al., for example, teach utilizing arc voltage 
measurement to determine one or more parameters of the welding wire (Abstract; 
pages 3-4, paragraphs 15, 20; page 7, paragraph 43). Hsu et al. further teach the 
advantage of such a configuration provides a means to minimize the affects of wire 
wobble, thereby improving the weld bead quality during the welding process (whole 
document). 

It would have been obvious to one of ordinary skill in the art at the time of the 
invention was made to modify Nishikawa et al. with the sensing and moving of the wire 
position during welding processing with the welding torch position being maintained of 
Hsu et al. in order to provide a means to minimize the affects of wire wobble, thereby 
improving the weld bead quality during the welding process. Furthermore, the manner of 
enhancing a particular method (a method for controlling a welding process using melting 
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welding wire and a welding torch) was made part of the ordinary capabilities of one 
skilled in the art based upon the teaching of such improvement in Hsu et al. 
Accordingly, one of ordinary skill in the art would have been capable of applying this 
known "improvement" technique in the same manner to the prior art method for 
controlling a welding process using melting welding wire and a welding torch of 
Nishikawa et al. and the results would have been predictable to one of ordinary skill in 
the art, namely, one skilled in the art would have readily recognized that utilizing the 
sensing and moving of the wire position during welding processing with the welding 
torch position being maintained in Nishikawa et al. would positively minimize the affects 
of wire wobble, thereby improving the weld bead quality during the welding process. 

12. Claims 3-21 are rejected under 35 U.S.C. 1 03(a) as being unpatentable over 
Mita et al. (EP 774317 A1 - Applicant Admitted Prior Art or APAA) in view of Hsu et al. 
(U.S. Patent No. 2005/0006363). 

Mita et al. (APAA) disclose a method for controlling a welding process using a 
melting welding wire as set forth in the page 1 of the disclosure of the instant 
application. 

Mita et al. (APAA) disclose all of the limitations of the claimed invention, as 
previously set forth, except for in specifying that the mechanical adjustment "determines 
the position of the welding wire" and the welding torch being maintained in position and 
the welding parameters being controlled in a manner that no or only little welding wire 
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material melting is effected with the process being carried out during the welding 
process as the wire is being used as the sensor. 

However, a mechanical adjustment determining the position of the welding wire 
and the welding torch being maintained in position and the welding parameters being 
controlled in a manner that no or only little welding wire material melting is effected with 
the process being carried out during the welding process as the wire is being used as 
the sensor is known in the art. Hsu et al., for example, teach utilizing arc voltage 
measurement to determine one or more parameters of the welding wire (Abstract; 
pages 3-4, paragraphs 15, 20; page 7, paragraph 43). Hsu et al. further teach the 
advantage of such a configuration provides a means to minimize the affects of wire 
wobble, thereby improving the weld bead quality during the welding process (whole 
document). 

It would have been obvious to one of ordinary skill in the art at the time of the 
invention was made to modify Mita et al. (APAA) with the sensing and moving of the 
wire position during welding processing with the welding torch position being maintained 
of Hsu et al. in order to provide a means to minimize the affects of wire wobble, thereby 
improving the weld bead quality during the welding process. Furthermore, the manner of 
enhancing a particular method (a method for controlling a welding process using melting 
welding wire and a welding torch) was made part of the ordinary capabilities of one 
skilled in the art based upon the teaching of such improvement in Hsu et al. 
Accordingly, one of ordinary skill in the art would have been capable of applying this 
known "improvement" technique in the same manner to the prior art method for 
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controlling a welding process using melting welding wire and a welding torch of Mita et 
al. (APAA) and the results would have been predictable to one of ordinary skill in the art, 
namely, one skilled in the art would have readily recognized that utilizing the sensing 
and moving of the wire position during welding processing with the welding torch 
position being maintained in Mita et al. (APAA) would positively minimize the affects of 
wire wobble, thereby improving the weld bead quality during the welding process. 
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Conclusion 

Any inquiry concerning this communication or earlier communications from the 
examiner should be directed to STEPHEN J. RALIS whose telephone number is 
(571)272-6227. The examiner can normally be reached on Monday - Friday, 8:00-5:00. 

If attempts to reach the examiner by telephone are unsuccessful, the examiner's 
supervisor, Tu Hoang can be reached on 571-272-4780. The fax phone number for the 
organization where this application or proceeding is assigned is 571-273-8300. 

Information regarding the status of an application may be obtained from the 
Patent Application Information Retrieval (PAIR) system. Status information for 
published applications may be obtained from either Private PAIR or Public PAIR. 
Status information for unpublished applications is available through Private PAIR only. 
For more information about the PAIR system, see http://pair-direct.uspto.gov. Should 
you have questions on access to the Private PAIR system, contact the Electronic 
Business Center (EBC) at 866-217-9197 (toll-free). If you would like assistance from a 
USPTO Customer Service Representative or access to the automated information 
system, call 800-786-9199 (IN USA OR CANADA) or 571-272-1000. 

/Stephen J Ralis/ 

Primary Examiner, Art Unit 3742 

Stephen J Ralis 
Primary Examiner 
Art Unit 3742 

SJR 

September 3, 2009 



